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THREE -DIMENSIONAL CAMOUFLAGE FABRIC 

Related Applications and Priority 

This Application claims priority to, and is a divisional of, US Application 
Serial No. 09/767,651 , filed on January 23, 2001 , and which is currently now 
5 pending. 

Background 

The primary purpose of camouflage is to hide a person or an object. 
This is often accomplished using a fabric printed with a camouflage pattern. 
The pattern may resemble tree limbs, leaves, rocks, and attempts to appear 

10 three dimensional. The colors selected for use in the printed pattern help 
blend the object into the environment, while the pattern provides an artificial 
depth and contrast to break up the outline of the person or object. 

Three dimensional camouflage can provide greater artificial depth and 
contrast, increasing the ability of the material to hide the person or object. 

15 Three dimensional camouflage is typically formed from netting material or 
multiple pieces of fabric joined together in a single unit. These methods of 
forming three dimensional camouflage are costly. Therefore, there is a need 
for camouflage material having a three dimensional appearance. 

Brief Description Of The Drawings 

20 Figure 1 is a camouflage material incorporating the present invention. 

Detailed Description 

Referring now to FIG. 1, there is shown a material 10, incorporating the 
present invention. The material 10 is a base textile 100 having a camouflage 
pattern 1 10 on an outer surface 1 1 1 of the base textile 100, such as a pattern 
25 resembling tree trunks, branches, limbs, twigs, leaves, rocks, grass, weeds, or 
other natural designs. The camouflage pattern 110 can also be regions or 
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zones of differing colors and/or shades that have a tendency to blend with the 
surrounding environment. The material 10 includes flat regions 120 and 
puckered or wrinkled regions 130 in the base textile 100. As used herein the 
terms "flat" areas shall mean areas being relatively later than the "puckered or 
5 wrinkled" areas, and can include areas that are not necessarily flat but are 
flatter than the puckered or wrinkled areas. The puckered or wrinkled regions 
130 help to create the three dimensional appearance of the material 10. 

In the embodiment illustrated, the base textile 100 is a textile formed of 
a thermoplastic material, or blends of thermoplastic materials and non- 
10 thermoplastic materials such as man-made or natural materials. The base 
textile 100 can be woven (such as plain or satin weave), knitted, non-woven, 
or the like. It has been found that base textiles with a more open or loose 
construction provide a better contrast between the flat regions 120 and the 
puckered or wrinkled regions 130 of the final material 10. In one embodiment, 
15 the yarns forming the base textile 100 are a polyester material. In another 
embodiment, the yarns forming the base textile 100 are nylon. The base 
textile 100 can be formed of monofilament, multifilament, and/or staple yarns. 
Additionally, the yarns forming the base textile 100 can be textured yarns. It 
has also been found that textiles with lower weights per square area perform 
20 better as the base textile than heavier textiles. In one embodiment, the base 
textile 100 is a plain weave textile formed of 70 denier per yarn textured 
polyester yarn, with about 90 yarns per inch in the warp direction and about 
85 yarns per inch in the fill direction, and a weight of about 2.2 oz/yd 2 . 

The camouflage pattern 110 can be placed on the base textile 100 by 
25 printing, silk screening, transfer printing, lithographing, jet printing, or any 
other suitable method of applying a design to a textile. Additionally, it is 
contemplated that the design can be a part of the yarns or material that make 
up the base textile 100. 

As illustrated in FIG. 1, the flat regions 120 are columns extending 
30 generally in the vertical direction of the pattern 110, and the puckered or 
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wrinkled regions 130 alternate between the flat regions 120. However, it is 
anticipated that the flat regions 120 and the puckered or wrinkled regions 130 
can be arranged in any configuration that enhances the three dimensional 
appearance of the material 10. For example, the flat regions 120 can be 
5 disposed in the area of the camouflage pattern 110 that represents the space 
between the objects in the pattern 110, such as leaves, twigs, rocks, or the 
like, and the puckered or wrinkled region 130 can be disposed in the area of 
the camouflage pattern 120 that represents the objects in that pattern. 
Similarly, the flat regions 120 can be disposed in the area of the camouflage 
10 pattern 110 that represents the objects in the pattern 110, such as tree trunks, 
branches, limbs, twigs, leaves, rocks, weeds, grass, or the like, and the 
puckered or wrinkled region 130 can be disposed in the area of the 
camouflage pattern 120 that represents the space between the objects in that 
pattern. 

15 In one embodiment of the present invention, the base textile 100 is 

made by forming a base fabric, placing the camouflage pattern onto the base 
fabric, forming the flat regions and puckered or wrinkled regions on the base 
fabric. 

The base textile can be formed by weaving, knitting, non-woven 
20 methods. The camouflage pattern can be place onto the base fabric by 

printing, silk screening, air brushing, transfer printing, lithograph, jet printing, 
printing, or any other suitable method of applying a design to a textile. 
Alternatively, the base textile can be formed with materials that create the 
camouflage on the base textile 100. 
25 In one embodiment, the flat regions 120 and the puckered or wrinkled 

regions 130 can be formed in the base fabric by subjecting the areas to be the 
flat regions 120 to streams of hot fluid such as from hot air jets. The hot fluid 
streams shrink the yarns of the base textile 110, thereby causing the areas of 
the base textile 1 10 not subjected to the hot fluid streams to wrinkle or pucker. 
30 In one method, the hot fluid streams are aligned in rows, and the base textile 
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1 10 is moved below the rows of hot fluid streams. When the base textile 110 
is moved in the warp direction, an entire roll of base textile 110 can be treated 
to create the flat regions 120 and the puckered or wrinkled regions 120. 
In one embodiment, the base textile 100 is coated with finishing 
5 lubricants prior to subjecting the base textile 100 to the hot fluid streams. It 
has been found that using the lubricants facilitates the shrinkage of the flat 
regions 120 of the base textile 100 that are subjected to the hot fluid streams, 
thereby emphasizing the puckered or wrinkled regions 130 of the material 10. 
Additionally, it has been found that washing the material 10 after subjecting 

10 the base textile 100 to the hot fluid streams, assists in shrinking the flat areas 
120 of the material 10 thereby emphasizing the puckered or wrinkled areas 
130 of the material 10. 

In has been found that subjecting the base textile 100 with the 
camouflage pattern 110 thereon to the above processes, creates a greater 

1 5 pick density (yarns per linear distance) in the areas that come into contact 

with the hot fluid streams over the areas that do not come into contact with the 
hot fluid streams. The greater pick density occurs in the warp and/or the fill 
yarns of the material, depending on the type of material used in the warp and 
fill yarns. The areas with the greater pick density coincide with the flat areas 

20 120 of the of material 10, and the areas with the lower pick density coincide 
with the wrinkled or puckered areas 130 of the material 10. Therefore, for a 
material 10 having a particular predetermined number of picks in the warp and 
the fill, the density of the warp and/or fill of the material 10 will be greater in 
the flat areas 120 than the wrinkled areas 130. It is believed that the contrast 

25 in densities of the two areas are what causes the puckered or wrinkled areas 
130 of the material 10. 
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